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© Extrusion process. 

© A process for plastically extruding a fat-containing confectionery material e.g. chocolate which comprises 
feeding the fat-containing confectionery material into an extruder barrel (10) and applying pressure of a piston 
(11) to the fat-containing confectionery material in a substantially solid or semi-solid non-pourable form upstream 
of a flow constriction of a die (13) at a temperature at which the fat-containing confectionery material is extruded 
substantially isothermally and remains in a substantially solid or semi-solid non-pourable form to produce an 
axially homogeneous extruded product having a cross section that is of substantially the same profile as the die 
exit of the extruder. 
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The present invention relates to a continuous or batch extrusion process, more particularly to a process 
for extruding chocolate or fat-containing confectionery in a solid or semi-solid state. 

Fat-containing confectionery may include sugar, milk-derived components, and fat and solids from 
vegetable or cocoa sources in differing proportions having a moisture content less than 10%, more usually 

5 less than 5% by weight. Plain chocolate is obtained by mixing sugar, cocoa butter (and optionally other 
fats) and cocoa mass. Milk chocolate contains milk fat and milk non-fat solids as additional ingredients. 
White chocolate contains milk fat and milk non-fat solids, sugar and cocoa butter (and optionally vegetable 
fat) without the addition of cocoa mass. The chocolate ingredients are mixed and ground to a paste before 
conching at temperatures from 50 9 to 85 9 C for periods of time from a few hours to a few days depending 

w on the type of product and the equipment used. The conched chocolate is then cooled by tempering to a 
temperature of usually about 28 9 -29 Q C for milk chocolate and about 29 °-30 9 C for plain chocolate at which 
temperatures the chocolate is still pasty and pourable and can be moulded or used to enrobe confectionery 
centres. The tempered chocolate will set hard and non-pourable on cooling or on standing at the final 
tempering temperature for a suitable period of time. On increasing the temperature of chocolate that has 

15 once been set hard and solid by tempering and cooling after tempering to temperatures of the order of 
28 9 -30°C, the chocolate will still be solid and will not be pasty and pourable as it is immediately after 
tempering. In the present invention, by "chocolate in a solid or semi-solid non-pourable state" we mean 
chocolate that has been cooled after conching to set hard and solid either without tempering or by 
tempering followed by cooling or allowing to stand for a suitable period of time. 

20 BP223362 describes a process of forming chocolate containers by forcing solid bulk chocolate by high 
pressure through an extrusion die, and keeping down the temperature of the chocolate engendered by 
friction during compression in the die, to cause the chocolate to be extruded in a hard dense non-porous 
mass in tubular form. It is stated that the high extrusion pressure generates considerable heat and that the 
extruded product can retain its form. BP385571 describes a process of manufacturing tubular shaped 

25 chocolates wherein a slightly heated chocolate mass is moulded in a tube press similar to that used for 
pressing cold macaroni- and biscuit doughs, provided with a heating jacket whereby the tubes leaving the 
mouthpieces are so stiff that no subsequent change occurs on cooling. 

We have found, surprisingly, that solid or semi-solid non-pourable chocolate can be plastically extruded 
to produce a solid or semi-solid non-pourable temporarily flexible product the flexibility of which may persist 

30 for up to several hours. Typically, this might correspond to a situation where solid chocolate is maintained 
at a temperature of approximately 25 9 C. 

As the temperature of chocolate is progressively increased from 0°C it softens due to partial melting of 
the fats which surround the particulate material until at about 30 9 -35°C depending on the chocolate 
composition, the chocolate flows and has a viscosity that is sufficiently low for it to pour. 

35 According to the present invention there is provided a process for plastically extruding a fat containing 
confectionery material which comprises feeding the fat-containing confectionery material into an extruder 
and applying pressure to the fat-containing confectionery material in a substantially solid or semi-solid non- 
pourable form upstream of a flow constriction at a temperature at which the fat-containing confectionery 
material is extruded substantially isothermally and remains in a solid or semi-solid non-pourable form to 

40 produce an axially homogeneous extruded product having a cross section that is of substantially the same 
profile as the die exit of the extruder. 

By "substantially isothermally" in this invention we mean that the temperature of the fat-containing 
confectionery material remains substantially unchanged under the conditions of the extrusion from the input 
to the outlet of the flow constriction if there is no external heating or cooling means: the use of external 

45 heating or cooling means is not excluded as long as the material being extruded remains in a substantially 
solid or semi-solid non-pourable state throughout the extrusion from the input to the outlet of the flow 
constriction. In other words, the temperature of the fat-containing confectionery material is not caused to 
increase substantially by the extrusion process itself. The physical state of the fat-containing confectionery 
material is such that its general deformation behaviour during extrusion is of a plastic nature rather than that 

50 of a viscous fluid. 

The fat-containing confectionery material may, if desired, be plain, milk or white chocolate. 

The flow constriction may be any narrowing of the cross-sectional area of a conduit but it is usually a 

die. 

Extrusion can be generated by a differential pressure across the flow constriction. This may be 
55 established, for example, by a ram extruder conveniently operating at a controlled rate or pressure. The 
extruder may be, for example, a Davenport extruder, a constant pressure extruder, a single screw extruder, 
a twin screw extruder or a Conform machine. The extrusion process may be continuous or batch. 



2 



EP 0 603 467 A2 



The fat-containing confectionery material may be fed into the barrel of the extruder in the liquid or paste 
form, but preferably it is fed into the barrel in the solid or semi-solid form. The material is, however, 
extruded in a solid or semi-solid non-pourable form. The fat-containing confectionery material may be in a 
granular or continuous form. When in granular form, the granular nature of the fat-containing confectionery 

5 material appears to be lost during extrusion to give an essentially uniform material. 

The extrusion temperature may be from as low as 0 9 C to about 35 *C depending on the composition, 
particularly the amount and type of fat present. When plain chocolate is used as the feed material, the 
extrusion temperature may be from 10' to 34 °C, more usually from 15° to 32 *C, preferably from 18" to 
30 °C and more preferably from 20 • to 27 *C. In the case of milk chocolate, the extrusion temperature may 

w be from 10 *C to 30 *C, more usually from 15 °C to 28 °C, preferably from 18 ° to 27 °C and more 
preferably from 20° to 26 °C. It should be understood that, in this invention, when the chocolate is extruded 
at a temperature from 28° to 34 °C it is in a solid or semi-solid non-pourable state after being set hard in 
contrast to chocolate which has not been set hard such as recently tempered chocolate which has not been 
set hard and is still pasty and pourable at such temperatures. 

15 The extrusion process necessarily includes a form of deformation between the input and outlet of the 
extrusion system. The convergence or contraction ratio into any extrusion orifice is preferably greater than 
1.5 where the convergence or contraction ratio is defined as the ratio of the inlet area to the minimum 
cross-sectional area of the die for a simple cylindrical extrusion geometry. 

During extrusion, it is important that the fat-containing confectionery material does not become pourable 

20 and the extrusion temperature and pressure should be maintained below a level where this may happen. 

The extrusion pressure is partially dependent, amongst other things, on the contraction ratio, the 
extrusion temperature and the confectionery composition and may be from 1 to 1000 bars, e.g. from 5 to 
500 bars and typically from 5 to 250 bars. 

An important feature of the extrusion process is that for a given die configuration and material 

25 composition, the extrusion rate is weakly dependent upon the extrusion pressure. 

The sectional geometry of the die may be of a square or profiled form. Typically, it might be a conical 
entry with an inlet cone angle of from 10* to 90*. The flow rate of the chocolate through the extruder die 
will depend amongst other things on extrusion pressure, temperature, die configuration and material 
formulation. Extrusion rates may vary from 0.1cm/second to in excess of 1 metre/second, for instance. 

30 A wide variety of die shapes may be used and the extruded fat-containing confectionery material may 
have a solid profiled or hollow section and essentially has the same shape as the die e.g. rods, spirals, 
twists, springs, hollow sections such as tubes and more complex shapes such as the letters of the alphabet 
as well as thin films having a thickness which may be as little as 100 microns.The dimensions of the die 
depend on the desired size of the extruded product. A multi-orifice die head could also be used, if desired. 

35 Multi-material co-extrusion is also possible with this technique and the extrusion of the fat-containing 
confectionery material may be carried out as a co-extrusion with other food materials. Co-extrusion with 
other food materials such as ice cream, fondant, etc. is especially advantageous when the fat-containing 
confectionery material is extruded in a hollow or tubular form. 

Whilst the flow constriction is necessary to extrude and plasticise the material, this may be an integral 

40 part of an injection mould in which case the final shape of the product would conform to that of the mould, 
e.g. hollow shells, solid shapes, etc. This embodiment is particularly useful when the fat-containing 
confectionery material is extruded in a solid profiled form. The injection moulding is much easier to control 
and there are significantly less losses of material when compared with normal injection moulding using a 
molten material. In addition, in contrast to most other injection moulding processes, the final product does 

45 not require cooling and can be packaged directly. 

Injection moulding can be achieved at processing temperatures similar to those described above for our 
extrusion process and the extrudate, e.g. chocolate, is extruded through a flow constriction which may form 
the injection nozzle of the moulding machine. In one embodiment, the chocolate may flow within channels 
of the mould and subsequently flow through a narrow gate, e.g. from 100 to 500 microns, into a mould. The 

50 chocolate extrudes into the mould as a flexible filament of semi-solid chocolate. As the extrusion continues, 
the mould progressively fills with chocolate until all of the mould is filled. At this point the pressure within 
the mould is sufficient to allow the full consolidation of the chocolate to occur. When this point has been 
reached no further flow occurs and the extrusion pressure can be released. At this point the mould can be 
opened and the injection moulded entities removed from the mould either mechanically or, for example, 

55 under vacuum. In this embodiment, the final product is substantially the same temperature as the feed 
material and, therefore, unlike most other injection moulding processes it is not necessary to have a cooling 
period immediately after the injection moulding has occurred. The temperature of the mould may vary over 
a broad range of temperatures but is conveniently approximately the same as the extrusion temperature 
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within the ranges hereinabove described for the extrusion process. The injection moulding process may 
also include multi-feed injection into moulds using different components in each feed. In addition, the 
process may be used for coating centres which are positioned in the empty mould before injection 
moulding. The injection moulding process may, if desired, be fully automated. 

5 The product maintains good organoleptic properties and, although it retains its shape, it has an initial 
flexibility or plasticity after extrusion which may persist for up to several hours before being lost. For 
example, the flexibility may last for 4 hours or more such as from 1 minute to 2 hours and more often from 
5 minutes to 1 hour. By extruding chocolate below its melting point, there is no need for cooling tunnels, the 
product can be wrapped directly and it is possible to achieve exact weight control. In addition, owing to the 

w flexibility or plasticity of the extrudate, physical manipulation or plastic deformation is possible before the 
flexibility or plasticity is lost, e.g. bending, tying into knots, of the extrudate downstream of the die enabling 
more complex forms of finished products to be achieved. This technique can also be used in conjunction 
with other processes, such as injection moulding to give defined shaped products. 
The following Examples further illustrate the present invention. 

75 

Example 1 

Milk chocolate buttons were fed into the barrel of a Davenport extrusion rheometer the barrel having 
been modified in order to have a side-mounted pressure transducer immediately above the extrusion die. 
20 The barrel diameter was 19.5 mm and the chocolate buttons were allowed to equilibrate at the extrusion 
temperature of 24 • C. The material was then forced at a pressure of 50 bars through a die having a circular 
cross section of 4 mm diameter and 8 mm length and a 45° entry angle. Smooth continuous extrusions 
were obtained for two samples at flow rates of 16 mm 3 /sec as shown in the accompanying Figures 1 and 2. 
The extruder is shown in Figures 6 and 7 which illustrates a barrel 10, piston 11, pressure transducer 12, 
25 extrusion die 13 of length L, cross-section D and entry angle 0, and a retaining nut 14. 

These Figures show the time evolution of the pressure profile during extrusion. After an initial yield 
pressure is reached, the extrusion pressure drops to an essentially constant value. On the cessation of flow 
(after 180 seconds in Figure 1) there is a relaxation of the extrusion pressure. 

A solid non-pourable rod-shaped product was obtained which retained its shape but which was flexible 
30 for 30 minutes during which period it could be bent or twisted into knots before hardening. 

Example 2 

A similar procedure to that described in Example 1 was followed except that the extrusion temperature 
35 was 28 °C. The results for two samples are shown in the accompanying Figures 3 and 4. 

Example 3 

A similar procedure to that described in Example 1 was followed except that the extrusion temperature 
40 was 18* C. The results are shown in Figure 5. 

Example 4 

Using a hydraucally-driven piston at an essentially constant pressure, the mass of chocolate being 
45 extruded through a small orifice exhibits weak dependence on the differential pressure across the die 
characterised by a logarithmic-linear relationship when extruding through a 4mm diameter orifice with flow 
rates between 1 and 100 cm/sec. 

Example 5 

50 

Using the method described in Example 4, chocolate was extruded through a 4mm die at various 
temperatures which required the following pressures to produce similar rates of output: 
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Example 6 

A similar procedure to that described in Example 4 was followed except that the orifice was replaced by 
a slit with dimensions of 1mm x 20 mm. A solid, non-pourable flexible thin ribbon of chocolate was 
produced at flow rates of from 1 to 100 cm/sec. 

Example 7 

A Florin hydraulically driven ram extruder is shown in Figure 8 and comprises a barrel 15, a 
hydraulically driven ram 16, feed opening 17, extrusion die 18 having a cross-section of 4mm diameter and 
an internal barrel diameter of 25mm. Chocolate buttons were dropped in the feed opening 17 followed by 
hydraulically advancing the ramat a pressure of 80 bars and a temperature of 23 °C. Semi-continuous solid 
non-pourable rods 19 of 4mm diameter were produced which retained their shape and had an initial 
flexibility which lasted for about 40 minutes. 

Example 8 

A Florin extruder similar to that shown in Figure 8 but having a centred "torpedo" 20 positioned in the 
barrel is illustrated in Figure 9. The same procedure was followed as in Example 7 but, instead of producing 
rods, solid non-pourable hollow tubular sections 21 were produced having an outer diameter of 10mm and 
an internal diameter of 6mm. 

Co-extrusion with fondant may be carried outby using a "torpedo" provided with a longitudinal channel 
through which the fondant flows to give a chocolate coated fondant. 

Example 9 

A Florin ram extruder similar to that shown in Figure 8 but whose die has a cross-section of 5mm 
diameter was adapted to form the injection nozzle of a moulding machine illustrated in Figure 10. The 
injection moulding of the chocolate was carried out whereby the temperature of both the extruder and the 
mould was 25 °C with the simultaneous pressurisation at 80 bars of the ram and the clamping of the split 
mould using hydraulic pressure. The semi-continuous rods 22 flowed within the channels 23 and then 
through the narrow gates 24 each having a width of 200 microns into the hollow spherical moulds 25 each 
having a diameter of 12mm. The chocolate extruded into each mould as a flexible filament of semi-solid 
chocolate. As the extrusion continued, the mould progressively filled with chocolate until all of the mould 
was filled. At this stage the pressure within the mould was sufficient to allow full consolidation of the 
chocolate to occur. When this point had been reached no further flow occurred and the extrusion pressure 
was released. The mould was then opened and the injection moulded chocolate entities removed from the 
mould mechanically. Unlike most other injection moulding processes, it was not necessary to cool the 
product immediately after the injection moulding and the product could be packaged directly. 

Claims 

1. A process for plastically extruding a fat-containing confectionery material which comprises feeding the 
fat-containing confectionery material into an extruder and applying pressure to the fat-containing 
confectionery material in a substantially solid or semi-solid non-pourable form upstream of a flow 
constriction at a temperature at which the fat-containing confectionery material is extruded substantially 
isothermally and remains in a substantially solid or semi-solid non-pourable form to produce an axially 
homogeneous extruded product having a cross section that is of substantially the same profile as the 
die exit of the extruder. 

2. A process according to claim 1 wherein the extrusion temperature is from 0° to 35 a C. 
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3. A process according to claim 1 wherein, when the fat-containing confectionery material is plain 
chocolate, the extrusion temperature is from 15 9 to 32'C. 

4. A process according to claim 3 wherein the extrusion temperature is from 18° to 30 0 C. 

5 

5. A process according to claim 1 wherein, when the fat-containing confectionery material is milk 
chocolate, the extrusion temperature is from 15° to 28 e C. 

6. A process according to claim 5 wherein the extrusion temperature is from 18° to 27 9 C. 

w 

7. A process according to claim 1 wherein the convergence or contraction ratio into any extrusion orifice 
is greater than 1 .5. 

8. A process according to claim 1 wherein the extrusion rate is from 0.1 cm/second to 1 metre/second. 

75 

9. A process according to claim 1 wherein the extrusion pressure is from 1 to 1000 bars. 

10. A process according to claim 1 wherein the extrusion temperature and pressure are maintained below a 
level which would cause the fat-containing confectionery material to become pourable. 

20 

11. A process according to claim 1 wherein the sectional geometry of the die is of a square or profiled 
form. 

12. A process according to claim 1 wherein the die has a conical entry with an inlet cone angle of from 10° 
25 to 90 0 . 

13. A process according to claim 1 wherein the extrduate has a hollow or profiled section. 

14. A process according to claim 1 where the extrusion of the fat-containing confectionery material is 
30 carried out as a co-extrusion with other food materials. 

15. A process according to claim 14 wherein the fat-containing material is extruded in a tubular form. 

16. A process according to claim 1 wherein the extrudate from the flow constriction is filled into a mould 
35 either directly or indirectly thus forming a moulded or shaped product. 

17. A process according to claim 16 wherein the flow constriction forms the injection nozzle of an injection 
moulding machine. 

40 18. A process according to claim 16 wherein the extrudate is filled into the mould at a temperature similar 
to that employed in the extrusion process according to claim 1. 

19. A process according to claim 18 wherein the extrudate is chocolate which is injected through a gate 
having a width of from 100 to 500 microns. 

45 

20. A process according to claim 16 wherein the moulded or shaped product is substantially the same 
temperature as the extrudate. 

21. A process according to claim 16 wherein the moulding process includes multi-feed injection into 
50 moulds using different components in each feed. 

22. A process according to claim 16 wherein centres are positioned in the empty mould before the 
extrudate is injected into the mould to coat the centres. 

55 23. A process according to claim 1 wherein, after extrusion, physical manipulation or plastic deformation of 
the extrudate downstream of the die is effected. 
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24. A fat-containing confectionery material whenever produced by a process according to any of the 
preceding claims. 

25. An extruded fat-containing confectionery product which is capable of retaining its shape and which has 
a temporary flexibility or plasticity enabling it to be physically manipulated or plastically deformed 
before losing its flexibility or plasticity. 
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FIG.3. 
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FIG.5. 
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